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beveled to an angle of approximately 
45°, or butted edges of lining must be 
sealed with a 3-inch minimum strip of 
lining having 45° beveled edges. 

(2) As an alternate method, the lining 
may be joined with a skived butt seam 
then capped with a separate strip of 
lining 3 inches wide having 45° beveled 
edges. An additional rubber reinforcing 
pad at least 41⁄2 feet square and at least 
1⁄2-inch thick must be applied by vul-
canizing to the lining on bottom of 
tank directly under the manway open-
ing. The edges of the rubber pad must 
be beveled to an angle of approxi-
mately 45°. An opening in this pad for 
sump is permitted. No lining must be 
under tension when applied except due 
to conformation over rivet heads. Inte-
rior of tank must be free from scale, 
oxidation, moisture, and all foreign 
matter during the lining operation. 

(3) Other approved lining materials 
may be used provided the material is 
resistant to the corrosive or solvent ac-
tion of the lading in the liquid or gas 
phase and is suitable for the service 
temperatures. 

(b) Before a tank car tank is lined 
with rubber, or other rubber compound, 
a report certifying that the tank and 
its equipment have been brought into 
compliance with spec. DOT–103B, 
103BW, 111A60W5, or 111A100W5 must be 
furnished by car owner to the party 
who is to apply the lining. A copy of 
this report in approved form, certifying 
that tank has been lined in compliance 
with all requirements of one of the 
above specifications, must be furnished 
by party lining tank to car owner. Re-
ports of the latest lining application 
must be retained by the car owner 
until the next relining has been accom-
plished and recorded. 

(c) All rivet heads on inside of tank 
must be buttonhead, or similar shape, 
and of uniform size. The under surface 
of heads must be driven tight against 
the plate. All plates, castings and rivet 
heads on the inside of the tank must be 
calked. All projecting edges of plates, 
castings and rivet heads on the inside 
of the tank must be rounded and free 
from fins and other irregular projec-
tions. Castings must be free from po-
rosity. 

(d) All surfaces of attachments or fit-
tings and their closures exposed to the 

lading must be covered with at least 1⁄8-
inch acid resistant material. Attach-
ments made of metal not affected by 
the lading need not be covered with 
rubber or other acid resistant material. 

(e) Hard rubber or polyvinyl chloride 
may be used for pressure retaining 
parts of safety vents provided the ma-
terial is resistant to the corrosive or 
solvent action of the lading in the liq-
uid or gas phase and is suitable for the 
service temperatures. 

(f) Polyvinyl chloride lined tanks. 
Tank car tanks or each compartment 
thereof may be lined with elastomeric 
polyvinyl chloride having a minimum 
lining thickness of three thirty-seconds 
inch. 

(g) Polyurethane lined tanks. Tank 
car tanks or each compartment thereof 
may be lined with elastomeric poly-
urethane having a minimum lining 
thickness of one-sixteenth inch. 

[Amdt. 179–10, 36 FR 21352, Nov. 6, 1971, as 
amended at 66 FR 45186, Aug. 28, 2001]

§ 179.201–4 Material. 
All fittings, tubes, and castings and 

all projections and their closures, ex-
cept for protective housing, must also 
meet the requirements specified in 
ASTM Specification A 262, except that 
when preparing the specimen for test-
ing the carburized surface may be fin-
ished by grinding or machining. 

[Amdt. 179–10, 36 FR 21353, Nov. 6, 1971, as 
amended by Amdt. 179–52, 61 FR 28681, June 
5, 1996; Amdt. 179–52, 61 FR 50255, Sept. 25, 
1996; 66 FR 45186, Aug. 28, 2001]

§ 179.201–5 Postweld heat treatment 
and corrosion resistance. 

(a) Tanks and attachments welded di-
rectly thereto must be postweld heat 
treated as a unit at the proper tem-
perature except as indicated below. 
Tanks and attachments welded directly 
thereto fabricated from ASTM A 240/A 
240M (incorporated by reference; see 
§ 171.7 of this subchapter) Type 430A, 
Type 304 and Type 316 materials must 
be postweld heat treated as a unit and 
must be tested to demonstrate that 
they possess the corrosion resistance 
specified in § 179.200–7(d), Footnote 2. 
Tanks and attachments welded directly 
thereto, fabricated from ASTM A 240/A 
240M (incorporated by reference; see 
§ 171.7 of this subchapter) Type 304L or
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